Work Order ID 88057 


July-24-12 10:33:26 AM * 


*R80n^57* 


iim ID: 
. » ) Revision ID: 
| ^. Нет Name: | 


D206- 667- IATTRN 


Crosstube,Assembly, Mid Fwd 


Start, Date: E 24/07/2012 “Start Qty: 1.00 
Required Date: 07/08/2012 Req'd Qty: 1.00 
Reference: 

| Approvals: Process Plan: MLD 

ОС и eee cade E 
SequenceiD/ ^ — 79) Operation ^ ^5 
Work Center ID =, ‚Description 
Draw Nbr | Revision Nbr 


Accept 


кеја * 
KAK 


Date: 17/427 Tooling: 


Date: | SPC (Y/N): 


Set Up/ 00 
Run Hours 


| 
„D206- -667- 147 А 4 
100° ооо 
ж 4 nn* MORI SEIKI CNC LATHE LARGE 
Mori Seiki Memó 0.00 


Mori Seiki CNC Lathe Large 


2-Turn first side as per Folio FB029 
3-File down transition lines smooth. 


FOLIO REV: 

DWG REV: 
110 ОСІ- Inspect dimensions to dimension sheet 0.00 
*1.1M* 
QC Memo 0.00 


Quality Control 


*NOQNNNAN1NN* 


Cust Item ID: 


Customer: 
Date: 
Date: ___ 
. Tool ID Tool# Plan Accept 
Code Qty 


|-ЕШ tube with sand & install plugs DTxxxx on both ends as per Folio FB029 


Setup Start 


Run Start 


“Reject | 
Qty Number 


Page | 


*NS1* 
“г *NS2* 


*"NR1* 
*МР2* 


Reject. | Insp. 
Stamp 


Stop 


mal 
12/07/95 


= wer m = - Ка ЛЕР до г UU 
a 
=. 


род: JN Date: 1710822; | 


ОА Closed: TÚ Date: >? 


AGAINST DEPARTMENT/PROCESS 


WORK ORDER NON-CONFORMANCE / UPDATE 


DISPOSITION 


Work Order: É EOS + 
Rework j Skid-tube 
PatNo. "7D Ze ©-0667-/Y7 Scrap ‘ Machining 


Crosstube 
Small Fab. 
Finishing 
Composite 


NCR No. | 2- da | +4 шы Use-as-is Thermoforming 


Work Order Update Large Fab 


ШЕТІ ол 6D. 


Unapproved 


Landing Gear General 


Е Bending 


ІШ Centre Not Concentric to 0/5 


Ш Cracks 


EN Crushed/Crimped. 

a Cuffs 

u Heat Treat 

u Inspection Strip in Tube 

Е Ripples іп Bend 

| | Torque Waves іп Extrusion 

N Turning Sequence 

u Wave/Twist in Tube 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev б 


| | Bend 


| |BOM/Route 

u Broken/Damaged 
| Burrs 

m Contamination 

| |Countersink 

m Cut Too Short 

a Drill Holes 

| Drawing 

| | Finish 

E Folio 


FAULT CATEGORY 


m Grain 

B Hardware 

| | Inspection Incomplete 

| | Instructions Incomplete/Unclear 
| | Maintenance 

u Mislabeled 


u Misread 
| | Offset 


Қ Out of Calibration 
a Out of Sequence 
Ш Outside Dimensions 


Water Jet Engineering 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
Supplier 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved | 
Positioned Wrong 
Power Loss/Surge 


ОКАП; 


Pressure/Forced 
Temperature/Cure 
Мей 

Wrong Stock Pulled 


m Other 


Work Order ID 88057 ж * at 
July-24-12 10:33:26 АМ 8 a N А 7 age 


Item ID: D206-667-147TRN- B | Accept “м 9000401 NN* Setup Start *NS 1 ж 


Revision ID: 


Item Name: Crosstube Assembly, Mid Fwd Stop * N Ок 
Start Date: 24/07/2012 Start Qty: 1.00 “Дт Cust Item ID: 
Required Date: 07/08/2012 Req'd Qty: 1.00 #4 ж Customer: 
Reference: 
BR хо А» 4 АА, Oe EAN добра "TT ee ce wots ag Run Start y " 
Approvals: Process Plan: _ = ER Date: ... Tooling: _____ Date: N R 1 
Sto 
QC: ______ рае  . SPC (YIN): 2.2002... Date: on Е *N mRo* 
Sequence ID/ Operation => || SeUp — .  ToolID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
120 0.00 
*42(* MORI SEIKI CNC LATHE LARGE [ Ја 
Mori Seiki Мето 0.00 CESE EA TA == L 
Mori Seiki CNC Lathe Large ` 1-Тигп second side as per Folio 28029 ОУ 9771 
2-File down transition lines smooth. | 
3-Remove sand and 28 12/02/25 
FOLIO REV: 
DWG REV: A 
130 QCI- Inspect dimensions to dimension sheet 0.00 


*420Y* | ) 2 
QC Memo 0.00 | AMA -— MO а 
Quality Control Y Pr 14 | 


2/205 


140 ОС8- Inspect parts - second check 0.00 в зи AZ -S- ] 
*140* | се: ie, n > 
QC 


6 | 2 
By ОСА 


Мето 0.00 
Quality Control 


DOA: 
WORK ORDER МОМ-СОМЕОКМАМСЕ / UPDATE | 


OA Closed: 
Skid-tube Engineering 
Machining Quality 
Thermoforming Other 
Large Fab 


DISPOSITION . AGAINST DEPARTMENT/PROCESS 


Work Order: 
Water Jet 
Prod. Eng. Coor. 
Rec/Store/Packaging 
Supplier 


Crosstube 
Small Fab 
Finishing 
Composite 


Rework 

Scrap 

Use-as-is 

Work Order Update 


Part No. 


МСК Мо. 


Root Description of work order update Initial Action Sign € 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification ОС Inspector 


Landing Gear 


E Bending 


E Centre Not Concentric to O/S 


E Cracks 

|| Crushed/Crimped. 

Ш Cuffs — . 

u Heat Treat 

я Inspection Strip in Tube 

| [Ripples in Bend 

| | Torque Waves in Extrusion 
u Turning Sequence 

u Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev G 


General 
| | Bend 
E BOM/Route 
Ш Broken/Damaged 
m Burrs 
Ш Contamination 
Ш Countersink 
| | Cut Too Short 
| | Drill Holes 
| | Drawing 
| [Finish 
Wi Folio 


FAULT з ВАШЕТСАТЕВОВУ ПП 


Ш Grain 
a Hardware 


| [Inspection Incompl 


| | Instructions Incomplete/Unclear ' 


u Maintenance 
E Mislabeled 


Е Misread 
Bl Offset 


Ш Out of Calibration 
u Out of Sequence 


ete 


a Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


|| Other 


Work Order ID 88057 
July-24-12 10:33:26 АМ 


D206-667-147TRN 


*QQNK7* 


Accept 


Item ID: * * 

| NANNNANANN* s" s *NS4* 
Revision ID: 
Item Name: Crosstube Assembly, Mid Fwd Stop * N с IE 
Start Date: 24/07/2012 Start Qty: 1.00 “AR Cust Item ID: 
Required Date: 07/08/2012 Req'd Qty: 1.00 #4 * Customer: 
Reference: 
Қаман аны 7 НМ 7 77 орах Вип Start X x 
Approvals: Process Plan: Date Tooling: Date: М R 1 

Sto 
0C: olin: ми Date: | SPC(Y/Ny Date: Р *N R 2% 

Sequence ID/ Operation Set р/ Тор Tool# Plan Accept Reject Reject Insp. | 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
145 0.00 
*1AR* AS \2-%- 15 
Crosstubes Memo 0.00 | E и УЫ Б 
Crosstubes GRIND ONLY TRANSITION LINES SMOOTH LONGITUDE WAY. 
150 0.00 
Жак“ Lin Z- | 
HandFXtube Memo 0.00 2 Dn 22. en IG | 


Hand Finishing Crosstubes 


160 
*160* 
QC 


Quality Control 


1- PRESSURE WASH X-TUBE INSIDE AND OUT 


2- ACID ETCH X-TUBE INSIDE AND OUT. USE RED SCOTCH BRITE 


QC5- Inspect part completeness to step on W/O 0.00 f 


" 6% оро 


Мешо 


ООА: Date: 


WORK ORDER NON-CONFORMANCE / UPDATE 
ОА Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 
Rework Skid-tube 


| Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Thermoforming Finishing Rec/Store/Packaging Other 

Composite Supplier 


Use-as-is 
Work Order Update Large Fab 


FAULT CATEGORY 


Landing Gear 


Е Bending 


| | Centre Not Concentric to О/$ 


ЈЕ Cracks 

| | Crushed/Crimped. 

BE Cuffs 

ІН Heat Treat 

Е Inspection Strip in Tube 

| | Ripples in Bend 

B Torque Waves in Extrusion 
|| Turning Sequence 

u Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Rev С 


General 
| | Вепа 
| |BOM/Route 
m Broken/Damaged 
| | Вигг5 
Ей Contamination 
| | Countersink 
Ж Cut Too Short 
|| Drill Holes 
Ш Drawing 
| JFinish 
| [Folio 


|| Grain 

| | Hardware 

| | Inspection Incomplete 

| | Instructions Incomplete/Unclear 
| | Maintenance 

| |Mislabeled 

P Misread 

| | Offset 


Е Out of Calibration 
Ш Out of Sequence 
М Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 


Temperature/Cure 
Weld | 
Wrong Stock Pulled 


| | Other 


Work Order ID 88057 


July-24-12 10:33:26 АМ 


Item ID: 
Revision ID: 
Item Name: 


Start Date: 


Required Date: 07/08/2012 


Reference: 


Approvals: 


Sequence 1D/ 


Work Center ID 


170 


*470* 


Packaging 
Packaging 


180 


AAN? 
QC 


Quality Control 


Process Plan: __ 


D206-667-147TRN 


Crosstube Assembly, Mid Fwd 


Start Oty: 1.00 
Req'd Qty: 1.00 


*1* 
*1* 


ао Date 
Operation DIT 
Description 
Packaging 
Memo 


Identify and stock in kanban rack 


Location: Ll 


QC21- Final Inspection - Work Order Release 


Memo 


*ААПА7* 


Accept 


Tooling: 
SPC (Y/N): 


Run Hours 
0.00 


0.00 


0.00 


0.00 


Self ———— 


*Nannnan1nn* 


Cust Item ID: 
Customer: 


Date: | 


Run 


Date: 


ToolID Tool# Plan Accept 


Code Qty Qty 


Setup Start 


Page 4 


*NS1* 


> *NIG2* 


Start 


Stop 


Ё 


>” 


*NR1* 
*NR2* 
Reject Reject | 
Number 


Insp. | 
Stamp 


мъ ха 094 15 


22- 


Unapproved 


NCR: Yes / No 


Work Order: 


Part No. 


МСЕ No. 


Landing Gear 


Е Bending 


Ш Centre Not Concentric to 0/5 


| | Cracks 


Ш Crushed/Crimped. 

| | Cuffs 

E Heat Treat 

| | Inspection Strip in Tube 

| | Ripples in Bend 

| | Torque Waves in Extrusion 
| | Turning Sequence 

и Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Кем С 


PEDI 


^ 


WORK ORDER NON-CONFORMANCE / UPDATE 


DISPOSITION 


Use-as-is 
Work Order Update 


General 
Ш Bend 
| |BOM/Route 
М Broken/Damaged 
Bi Burrs 
| | Contamination 
Ш Countersink 
m Cut Too Short 
Hi Drill Holes 


|| Drawing 


| [Finish 


ІН Folio 


AGAINST DEPARTMENT/PROCESS 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


FAULT CATEGORY 


| | Grain 
E Hardware 


| | Inspection Incomplete 

Nm Instructions Incomplete/Unclear 
| | Maintenance 

| | Mislabeled 


Ба Misread 
| | Offset 


| | Out of Calibration 


| Jout of Sequence 


® Outside Dimensions 


Crosstube 
Small Fab 
Finishing 
Composite 


DOA: 


QA Closed: 


Water Jet 

Prod. Eng. Coor. 
Rec/Store/Packaging 
кз 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Engineering 
Quality 
Other 


Root Description of work order update Initial Action Sign & 
Cause Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| | Other 


-“Picklist Print | Pagel 
July-24-12 10:33:29 AM 2 
Work Order ID: 88057 *22057* 1 
Parent Item: D206-667-147TRN *D206-G67-1 47ТЕ М“ 

Parent Item Мате: Crosstube Assembly, Mid Fwd Start Date: 24/07/2012 Required Date: 07/08/2012 
| Start Oty: 1.00 Required Огу: 1.00 
Comments: ІРР rev: A 11.01.06 new issue DD verf:EC 

Component Item 1D/ Replacement Mfg/ Bin Primary Last Route Unit of Оу on Qty per Kit Total Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
D6002-115 Manufactured No 100 Each 34.0000 1 1 


*D6002-115* ** 
Crosstube Material 


+ 


Location Loc Qt Loc Code 
LG 34 
69794 34 


31776 | Фет. )forps 


ОДА _____ Date: 


WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: Date: 


A AU DISPOSITION 
Work Order: 


AGAINST DEPARTMENT/PROCESS 


Rework Skid-tube 

Part No. Scrap Machining 
| Use-as-is Thermoforming 

NCR Мо. Work Order Update! Large Fab 


Crosstube | | Water Jet Engineering 
Small Fab| | Prod. Eng. Coor. Quality 
Finishing| | Rec/Store/Packaging Other 
Composite[ | .. Supplier 


Landing Gear 


Е Bending 


Centre Not Concentric to 0/5 


Е Cracks 


|| Crushed/Crimped. 

E Cuffs 

| | Heat Treat 

E Inspection Strip in Tube 
B Ripples in Bend 

E Torque Waves in Extrusion 
Е Turning Sequence 

|| Wave/Twist in Tube 


H:/FORMS/Quality Assurance\approved QA/NCRWO Беу 6 


General 
| [Bend 
| [BOM/Route 
u Broken/Damaged 
и Burrs 
Ы Contamination 
Ш Countersink 
Ш Cut Too Short 
u Drill Holes 
E Drawing 
u Finish 
Ш Folio 


Action 
Description 


FAULT CATEGORY 


| | Grain 
u Hardware 


| | Inspection Incomplete 


u instructions Incomplete/Unclear . 


u Maintenance 
| | Mislabeled 


u Misread 
E Offset 


| | Out of Calibration 
| fout of Sequence 
u Outside Dimensions 


; QC Inspector 


Ovalized 


Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| | Other 


DART AEROSPACE LTD__---- 


Description: Crosstube Assem 


Inspection Dwg: 0206-667-14. 


Кызу En 
: | D206-667-147TRN 
Bes re а 


je Ё 
FIR Jole $^ 
i he 
oeeie eren Tom 
2.240 | +00054 
| 1.984 +0.005/-С 
2.019 +0.005/-0 
2.058 +0.005/-0, 
| 2.097 +0.005/-0' 
2.136 *0.005/-0.| 
« 2.176 *0.005/-0 ( 
a io 
Ф 0.125 | +0010 
0.083 +/-0.010 
| R200 %/-0.010 - 
| | к0.063 +/-0.010 
4438 | +/-0.030 
2.240 +0.005/-0.000 
1.984 +0.005/-0.000 
| 2.019 +0.005/-0.000 
2.058 +0.005/-0.000 
2.097 +0.005/-0.000 
2.136 +0.005/-0.000 
m| 2176 +0.005/-0.000 
5 | | 
Ф 0.125 +/-0.010 
| | R0.063 +/-0.010 
R2.00 | *-0.010 
R0.063 +/-0.010 
4.438 +/-0.030 
_| 99.84 +/-0.020 


HAFORMS\Quality Assurance\approved QA\FAlxtube Rev С 


DART AEROSPACE LTD Work Order: 060 


RE AO олан БЕРМЕН EEE зс == 
Description: Crosstube Assembly, Mid Fwd Part Number: | D206-667-147TRN 
re en 
Inspection Dwg: 0206-667-147 Rev: A 


| | 
WALL THICKNESS MEASUREMENT 


—— READING 1 
READING 2 
----- READING З 
READING 4 
READING 5 
——— READING 7 


------ READING 6 


| 12.06.04 | Wall thickness form added 


Deviation 
Location ЕР uw wi w4 we г. TOLERANCE 
Sr 258 | 246 | 229 | 019 
ne сас 122 T e a? 
READING 3 == 
B 763 ШО SE ЖШ. 


READING 4 | 


ke, 261 


READING 5 
|= 22. 


ok | 95). |2242 |) 2027 0.035" 


READING 6 107 [9] (60 162 2522 
READING? к PE 148 | 240 "Pr 


Calibration Result 
Actual Block Thickness: _ /20  Z0O 
itescan 250 Measured Thickness: 02-242 


Audited by: Preliminary Approval: 


| ру: KL ] 
Date: | ` N-7 2 | 


Rev Date Change 
| В [110621 | New Issue 


H:\FORMS\Quality Assurance\approved QA\FAlxtube Rev С 


Е 


E 5 = нео деди 


-147 


[ые REO VER ч учти RUNE 
гт | _х_ [0206-667-147 CROSSTUBE ASSEMBLY (2061. MID FWD 
сул AN НЕ AAA 
|_2 | 1 _ | 6002-115 CROSSTUBE 


о 


[ 3 [2 028/2048 — — |NUTPLATE Т 
[ 4 | 2 [028/2045 [NUT PLATE J ETURN Pe 
[^5 | 2 |ржил — — SUPPORT о dede 
[ 6 | a |D3595083-398 — [RUBBERCUSHION —  — — — — | ENGINE 
[ 7 | а __| мб21920-20 — - |CLAMP(ORMS2iS202] _ — — — ] TROLLED $ 
[ 8 | 14] Ms20601ADaWE — [RIVET (OR NAS930284-8) — —— — — ] UNCON ш 
DO ара ЕА Ст TO AMET 
"МАЗМОВОМО 6398 | ROCKWELL SPECIFICATION RBO-120-023 SUBJECT y NOT 
с : ADHESIVE (TEXTRON/BELL SPEC. 299- ута“ с 
947-100, TYPE Il, CLASS 2 ADHESIVE 


7 MIO 


MATERIAL: MANUFACTURED FROM.D6002-115 ( -65 

FINISHED. LENGTH = 99.84+0.020 : всо ANO 
2) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 (0378 

PRIME INSIDE АМО OUTSIDE PER DART QSI 005 4.2 А 1.07. 
PAINT OUTSIDE PER DART 051 005 4.2 

3) TOLERANCES ARE PER DART 051 018 UNLESS OTHERWISE NOTED. 
4) UNITS: INCHES UNLESS OTHERWISE NOTED. 
5) BREAK SHARP EDGES: 0.005 ТО 0.010 MAX. 3 UND REVIEW 


GENERAL, NOTES: 


1) 


6) IDENTIFICATION: SCRIBE DART PART NUMBER “0206-667-147“ AND BATCH NUMBER ОМ 
INSIDE OF CUFF PER DART QSI 044 6.4 (VIBRATING STYLUS). 

7) WEIGHT: 15.0 |Бе (-507 = 12.84) 

8) PARTIS SYMMETRIC ABOUT CENTERLINE. 

9) RUN CUTTER OFF PART WHERE INDICATED. BLEND OUT EDGE LONGITUDINALLY, 


TRANSITION SHOULD BE SMOOTH. ` : j E L E А 
10) BEND PROGRESSIVELY WITH A MINIMUM OF 10 PASSES. MAXIMUM TUBE FLATTENING DUE : S E 


TO BENDING IS 69 BASED ON O.D. 
11) LIQUID PENETRANT INSPECT OUTSIDE SURFACE OF CROSSTUBE PER QSI 038. 2011 -05- 
12) INSTALL D2891-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 PER QSI 
015. LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 
13) INSTALL MS21920-20 CLAMPS (OR -21) WITH D3595-063-395 RUBBER CUSHIONS TO SECURE 
THE 02891-1 SUPPORT ON TOP SIDE OF THE CROSSTUBE. ENSURE CLAMP MECHANISMS 
ARE LOCATED ON CROSSTUBE SUPPORTS. 
14) EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE TUBE. THE 
OUTSIDE SURFACE MUST BE SMOOTH AND FREE FROM SURFACE DEFECTS SUCH AS 


SCRATCHES, NICKS, OR DENTS. DEFECTS UP TO 0.005" MAY ВЕ BLENDED OUT | се | 101123 | 
LONGITUDINALLY. CIRCUMFERENTIAL GRIND MARKS ARE UNACCEPTABLE. DESCRIPTION 
15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS ARE SHOWING IN В с 


резом | Ф | DART AEROSPACE LTD 
јод | 44 | HAWKESBURY, ONTARIO, CANADA - 
енескео |__| RAWING No. REV. A 
[MFG.APPR. | 7% ___| 0206-667-147 ЗНЕЕТ 1 OF 4 
[APPROVED rg) (тт SCALE 
(ОЕ АРРК. | -Ш- | CROSSTUBE ASS'Y (2061 MID FWD) NTS 


ОАТЕ COPYRIGHT © 2010 BY DART AEROSPACE LYD 
10 12 23 "THES ООСИУТН в PRIVATE АКО CORSI ЕТА. AED гЗ SUPPLIED QM TE EXPRESS CONDITION THAT IT LE 
. . NOT TORE USED FOR ANY PURPOSE OR COPIES OR CONMUNICASID ТО АМҮ OTHER PERSON WITHOUT. 
WRITTEN PERMISO FROM DART AEROSPACE LTD. 


SAFETY AND THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


D2891-1 SUPPORT 
2 PL 


MS21920-20 CLAMP 
4PL 


03595-063-395 
, ПУ. RUBBER CUSHION 
4 PL, (UNDER CLAMP) 


D206-667-507 


© 


{0206-667-147 - . - - - БЕ 


ASSEMBLY DETAIL 
(VIEW LOOKING FWD) 


D2873-043 
NUT PLATE 


peo DEO ATTACHE 


MS20601AD4W8 
RIVET, 4 PL 


MS20601AD4W8 
RIVET, 4 PL 


D2873-045 | —— 02873-045 
NUT PLATE NUT PLATE 


[35 [15> 


MS21920-20 CLAMP REF 


М520601АП4уув 
RIVET, 3 PL 


М820601ҮА04У/8 
RIVET, 3 PL 


2» 


D2891-1 SUPPORT REF 


VIEW C-C: 
с22 CUFF DETAIL 
SCALE 4X 


VIEW A-A: 
c7-2 CUFF DETAIL 
03595-063-395 
SCALE 4X RUBBER CUSHION 


po — DART AEROSPACE LTD 


HAWKESBURY, ONTARIO, CANADA 


ow | 4 
сане а ШЕРИ, 
мев. АР. | "Zn |D206-667- 147 SHEET2 OF 4 
[Aperoven | Mie mme SOME 
[DEAPPR. — | «Е | CROSSTUBE ASS'Y (2061. MID FWD) 


DATE COPYRIGHT Ф 2010 BY DART AEROSPACE LTD 
10. 12. 23 TS DOCUMENT F PRUVATIT АМО CONFIDENTIAL AND IS SUPPLIED DH THE CXPRESS CONDITION THAT ITS: 
жт FORE Ul FOR AFT PRSE OR COE OR COMA TO ANT OMEN FOREN кал 
(ттен PERMASSTOTFROM DART AERORPACE СТО. 


REF 


052 SECTION B-B 
SCALE 5X 


PILOT 20.128 


3PL 


C'SINK @0.225X100° 


PILOT 20.128 
C'SINK 80.225X100° 
3PL 


27.80 REF, (706mm) G 
TO CENTER OF BEND, 
ALONG TOP EDGE 


19.95+0.13 


20.3230 095 

HOLE TO BE ALIGNED WITHIN 10.001 
OF HOLE ON OTHER SIDE OF CUFF 
с 2PL 


сөз DETAIL D 
SCALE 4X 
(VIEW LOOKING FWD) 


+0. 
@0.323\0 005 
HOLE ТО ВЕ ALIGNED 
WITHIN 20.001 OF HOLE 
ON OTHER SIDE OF CUFF 
2PL 


VIEW E-E: 


CUFF DETAIL 
| о SCALE 4X 


| 083 


А 


13.40 REF 
(840mm) 


19.08 


REF, (485mm) 
TO START ОҒ ВЕМО 


18.4710.13 


41.92+0.13 


43.0020.13 
DETAIL D 
083 


re 


HOLE TO BE ALIGNED 
WITHIN 10.001 OF HOLE 


86.0040.25 ON OTHER SIDE OF CUFF 


2PL 
'  D206-667-507 Eo 1-05 
BENDING AND DRILLING DETAIL UNDERYREVIEW 1.03.28 
(VIEW LOOKING FWD) a 
€ 
е 20.3230 05 
HOLE TO BE ALIGNED WITHIN 20.001 € 


OF HOLE ON OTHER SIDE OF CUFF 
3PL 


PILOT 20.128 
C'SINK 20.225X100* 
4PL 


PILOT 80.128 
C'SINK Q0.225X100* 
APL 


D 
в23 
css DETAIL Н с 
SCALE 4X 
(VIEW LOOKING FWD) 


г DEO ATTACHE 


2.500+0.005 


ETAT 


0.32310 005 
MOLE TO BE ALIGNED 
WITHIN 40,001 OF HOLE 56 
өз ОМ OTHER SIDE OF CUFF Os 40.008 3 
ES '3PL ао 120.3235 00g 
с 0 HOLE TO ВЕ ALIGNED 
с WITHIN 20.001 OF HOLE 
8 5 ОМ OTHER SIDE OF CUFF 
ҚАҒУ 25% 2PL 
4: o 
VIEW K-K: 
B23 og 
әз VIEW FE Wen Lo ROTATED) CUFF DETAIL ELEASE 
(VIEW LOOKING AFT, ROTATED) | SCALE 4X 
2011-05-74 
резом Т 47 | DART AEROSPACE LTD X 
0.250 praw БЕ”? | HAWKESBURY, ONTARIO, CANADA 
КЕР |снескео | — X [DRAWING no. REV. A 
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PURPOSE: | 
REPLACE MAGNOBOND WITH PROSEAL. | 


CHANGE: 


Part Number Description 
-147 
ES 
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A/R | PROSEAL 890 B-2 Д SEALANT, АМ5-5-8802 CLASS B-2 


ROCKWELL SPECIFICATION RBO-120-023 
ADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 
TYPEN, CLASS 2 ADHESIVE 


NOTE 12 & 15, SHEET 115 AMENDED AS FOLLOWS: 


IS: 


12) TO INSTALL D2891-1 SUPPORT: ABRADE MATING SURFACE OF SUPPORT AND CROSSTUBE WITH 
180-GRIT SANDPAPER AND REMOVE RESIDUE WITH MEK (OR EQUIVALENT). APPLY A 0.04" TO 0.07" 
THICK LAYER OF PROSEAL 890 CLASS B-2 (OR AMS-S-8802 CLASS B-2) SEALANT TO MATING 
SURFACE OF SUPPORT. : 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 


THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. PRIOR TO PACKAGING, RE-CHECK x 
TORQUE ОМ CLAMPS AFTER PROSEAL 890 SEALANT HAS CURED FOR 72 HOURS. Age 
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12) INSTALL 02891-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 PER QSI 015. Фу 2 К 
LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. %, "Er 


15) TORQUE CLAMPS 80 ТО 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 
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